Aero Design Ltd. 


Work Order Control Sheet 


Work Order#: 2017-02 Date Qpened: 03 Januarv 2017 Title: Fabrication 


Aircraft OEM: Airbus Helicopters 
AIrcraft Mode!: AS350/AS355 
Product Type: Beams 
Product Mode!: LH 
Quantity: 20 Aft LH 


Work Order Contents 


Drawing List 


Build Sheet Contents 


Tasks Initialled 


Dual Inspections Initialled 


JC 


JC 


In Process (Yellow) Tag Completed 


Unserviceable (Red) Tag Completed 


Parts Tracking Tags (White) Completed 


Parts Placed in Stores for Distribution 


Additional Documentation 


Initial or N/A 
Component Completion 
As Instructed 


Work Order/Build Sheets (Procédures Provided) 
JC 
Quantity Complété on This Work Order 
20 


Additional Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
N/A 


Drawings (See List Below) 
JC 
Further Processing Required Before Release 
N/A 


Parts Distribution Sheet 
JC 
Release to Stock as Components 
N/A 


Sub Component Tags 
N/A 


Completed Certification (Original) 
N/A 
Certification 
Initial or N/A 


Time Sheet (R&D) 
N/A 
Form One Completed 
JC 


Notes 
N/A 
Serviceable (Green) Tag Completed 
N/A 
N/A 


N/A 


JC 
N/A 


Initial or N/A 


Drawing # 
Rev# 
Description 
Initial or N/A 
Documentation of a minor change 
N/A 


78633 
1 
Aft Beam 
JC 
Non-Conformance Report Required 
N/A 


Service Difficulty Report Required 
N/A 


Biiiing 


Local (Aero Design) 
JC 


Research and Development 
N/A 


Third Party 
N/A 


Traveiler 
—A' 
(Çrwi 


/«y/? 


Print: D. Bartfai 


Print: J. Rekve 
Work performed by: 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print: . Ç cAt? u-< 
Approved Manufacturing Facility 73-04 
Form 2 


SCA: AD07 


SCA: ADOl 
SCA:' 


Date: 


Date: 


Date: 


03-Apr-17 


03-Apr-17 


Rev. Original 23 
23 Sep'2014 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature: 
_ No. of pièces: / O 
Manufacturer: 
1^L2:$"/qio L4o 
ïZa 
Part No.: 
-O^ 
Serial/Batch No.:__2^^2J 
î/) 
TTSN: K]ÂA- 
TSO: yJ/Â 
Rem.: h)/A 
<U 
Work Order No.: ^^Olfe-lOO 
RemainingTasks to be Performed: l>t J<?fn 


U 
O 


Signature: 
. 
Date: Aun ^/fb 
Lic.No./SCA A-DO'^ 
\ 


Form# 20.E.03 '—' 
Rev. 1 24 April 2014 ' 


Aero 


9888 A Malaspina Rd. Powell River, BC, VRA 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-nriail: lnfo@aerodesign.ca 
AMF 73-04 


(/) 
Remarks 
CO 
Q) 
U 
O 
o. 
c 


r 


Aero Design Ltd. 
A 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail; lnfo@aerodeslgn.ca 
AMF 73-04 
Nomenclature: 
Auiric (\A') 
No. of pièces: 
Manufacturer: A-^-o 
t/) 
Part No.: 
Sériai / Batch No.: 
" 
(/) 
TTSN: 
ajIa 
TSO: 
a^/A 
Rem.: /V//^ 
g 
WorkOrder No.: 
(c^ 
Q 
RemainingTasks to be Performed: Uctr) JY) 
^ 


Signature:, 
(j2.L 


Date: 
'n' 
rf> T^C 
Lie. No. / SCA Anog 


Form# 20.E.03 
Rev. 1 24 April 2014 


>5^ 
Aero Design Ltd. 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info(S)aerodesign.ca 


AMF 73-04 


Remarks 


(/) 
(/) 
a; 
u 
o 


Q. 
C 
A 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0042 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serlal/Batch No. 


N/A 


11. StatusAWork 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^T4a^~£ZLCAR 571.10 Maintenance Release 
^ 


□ Other reguïiîiSn-speîafied in blockjl2-— 


Certifies that unlessottjerwise^pecified in biocR~t2T-ttiewrk identified in 
block 1 land-descfiSéd In block 12, has been performeîlrTcompliance wIth 
tbe-Canad/an Aviation Régulations. 


13b Signature 
- 
13c. Approved Organization Number 


AMF 73-04 


~T4tr-Sl9oatiKe 
^^ 
~T4crAppiw^ OrganlzatjgrLNwntsër' 


130.'Name 
^ 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
18 Jan 2017 


~T4cb-Natne 
^r4er-Oatg_(dd/mmm/yyy^____^—" 


Installer Responsiblllties 
Ttiis certificate does not constitute authority to install. 


Installera working In accordance with the national régulations of a country other than that specified In block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements In blocks 13a or 14a do not constitute Installation certification. In ail cases, the technical record for the aircraft must contain an Installation 
certification Issued In accordance wIth the applicable national régulations before the aircraft may be flown. 


C^T\tKS 


It 
Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
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ijir ftïrAn 


1 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0059 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Maiaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération, 


n 
Non approved design data specified in block 12. 


"~î4ar-~CLCAR 571.10 Maintenance Release 
^^ 
□ Other regùliîiïm-spesafied in blockJ2'--'^ 


Certifies that unless^ttieivvis6''spécified iiTbiocirfïr-ttiewrk identified in 
block •MarjjtdesCfïBéd in block 12, has been performedTrTcoFBpliance with 
Jï»-esnadian Aviation Régulations. 
13b Sjyiature 
73.04 


13c. Approved Organization Number 


AMF 73-04 


~f4tr-Signat^ 
^ ^ ~T4crAppigyed OrganizatigrLNumbSr^ 


<^Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
01 Feb2017 


~T4dr^^latne 
~T4er^)atgWd/mmm/yyyy1,._—— 


installer Responsibilities 
This certificate does not constitute authority to install. 
Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


^CjT g\\iCCS 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


t"?-- O» 25 
1 
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i?^cr\»vv 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 
T /-ansport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0066 


r4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity te: 
S 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~~T4ar-~0 ^AR 571.10 Maintenance Release 


□ Other reguiatiSn-speafied in blockjl.2---'^'^^ 


Certifies that unlessotbefwisS'specified in biocin^TJliework identified in 
block llanildesCnBéd in block 12, has been perforniedTrTcofnpJiance with 
Jbe-Canad/an Aviation Requlations. 
13^ ^nature 
H? 
M/r/. 7^'* 


13c. Approved Organization Number 


AMF 73-04 


~~T4t)r-SigQature 
^ 
~~T4crAppioyed OrganizatiorLNumbëT' 


16a. Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
02 Feb 2017 
"^T^dr-Nanje 
^^ 


Installer Responsibilities 
This certificate does not constitute authority to install. 


Installera working in accordance with ttie national régulations of a country other ttian that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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/S) 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 


Il 
,1 
Ltf ATT 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0076 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
confomity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4ar--Q_CAR 571.10 Maintenance Release 


□ Other regùiiïîSri-specified in blockjLZ.----''''^ 


Certifies that unless^tliefvrise^^ified in bîoclrf2rlhewrk identified in 
block ll^nd-desTSibécI in block 12, bas tieen perfomiedTrrcofnplianœ with 
Jbs-Safradiarr Aviation Régulations. 
13h. ^nature 
13c. Approved Organization Number 


AMF 73-04 


"T4tjr-S49Dature 
^^ 
~T4cr-Apprgyed OrganizahonJJumtJgT' 


I^Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 Feb 2017 
^Tîtdr-Narne 
^ 
~T^ter-OateJdd/mmm/yyyy)^,,.—— 


installer Responsibiiities 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0084 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies thatthe items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 
txD 


^r4ar-nL.CAR 571.10 Maintenance Release 
^ 


□ Other reguiàîiOrt-speGjfied in 


Certifiesthat unless^tjiewvise's^cified in bioclrfSr-thewrork identified in 
block 11anjldestffiÉed in block 12, bas been perfonTiedTrTcofBpIianœ with 
Jb»-€anadian Aviation Régulations. 
WrÀi. "m" 


13c. Approved Organization Number 


AMF 73-04 


~T4tTr-Signati^e 
^^—" 
~T4cr-Apptoyed OrganizatiorLNamtiëF' 


uJJuame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
14 Feb 2017 
"T^Wr-Naoïe 
^ 
' ^r4er-0ate_(dd/mmrn/yyyy)__,,,,_------ 


Installer Responsibilities 


This certificate does not constitute authority to install. 


Installera working in accordance witti ttie national régulations of a country other than ttiat specified in block 1 must ensure ttiat their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Gountry 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0098 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Poweli River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T7ta^-_Q__CAR 571.10 Maintenance Release 


□ Other reguiiîiOn-specified in blockJ2-- 


Certifies that unless^tijerwisS^pecified in biocin5r.ttiewrk identified in 
block 1 land-destSîBéd in block 12, bas been performedTrfTxjmpliance with 
Jbe-6aJ?aS/a/7 Aviation Régulations. 
^ 
13^ Signature 
^<0 
13c. Approved Organization Number 


AMF 73-04 


~T7tbr-Signat^ 
^ 
' ~T4cr-Appioyed OrganizatioaJSilumtiëf^ 


ni! 
rfi 
1M/Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
28 Feb 2017 
^T4dr-Na[ne 
^' ^T4Br-0ateJ^/mmm/yyyy)___^— 


Installer Responsibilittes 


Ttiis certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


/VJdU; 


Quantity: 
PN: 


Airçraft: 
Description: 
Supplier: 


Color; 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 


White 
2017-02 


Model: AS350/355 


PO# N/A 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
'A)a-oX 
i 
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Approved Manufacturing Facility 73-04 
Form 20. F. 06 
Rev. Original 27 May 2013 


r 


1. Approving Civil Aviation Authority/Country 


'Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0100 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
confonnity to; 
E 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a^-iri ^AR 571.10 Maintenance Release 
^' 


□ Other reguliïidri-specified in 


Certifies that unless^tbewise'specified in biocin^T^he^rk identified in 
block 11agd-descfi6ed in block 12, has been perforniedlrTcompliance with 
Jbe-GafTad/arr Aviation Régulations. 
13b. Signature 
hù 
Wr/L 
73-04 


13c. Approved Organization Number 


AMF 73-04 


~T4tr-Stgnat^e 
^ 
~T4cr-Apptoyed OrganizatioQjilunitJgr' 


1^/jame 
^ 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
03 Mar 2017 
"T^dr-Nanje 
—^ 
~T4eT-Oatgjdd/mmnVyyyy1^ 
^ 


Installer Responsibillties 
Tfiis certificate does not constitute authority to instail. 


Installera working in accordance \«ith the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


CaPi\rrLS 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 
78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 
White 
2017-02 


Model: AS350/355 


PO#N/A 


/S) 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO 
# 
n - 3^ 
1 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0105 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Oty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity te: 


IS 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


CAR571.10Maintenance Release 


□ Other regùIiïRîrt-specified in 


Certifies that unless^tberwise'specified in biocR~12r-ttiewrark identified in 
biock 1 land-desCnSéd in block 12, has been performedlrTcomplianœ with 
ibs-ea77a5/an Aviation Régulations. 
ISb.^igi^ture 
MCj.!. 


13c. Approved Organization Number 


AMF 73-04 


~T4t)7-Signa^e 
^^ 
~~T4crAppioyed OrganizatioriJslumtJër' 


13â(^&me 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
01 Mar2017 


"T4dr-Natne 
~T^ter-DateJdd/mmm/yyy^^,_.—— 


Installer Responsibilities 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Quantity; 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 


White 


2017-02 


Model: AS350/355 


PO# N/A 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0113 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
S 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 
AA 


^T4a^~CL_^R 571.10 Maintenance Release 


□ Other regùiiïitJn-specified in blockJZ-— 


Certifies that unless^tberwisS'spécified inbio9ri^rihe_^rk identified in 
block 1 lanjlJesCFibéd in block 12, has been perfom:iedTrrcompliance with 
Jbe-6ar7adîan Aviation Régulations. 


13c. Approved Organization Number 


AMF 73-04 


~T4tr-Signgture 
^^ ~~T4tr-Appioyed OrganizatiorLNumtiër^ 


13^ame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
02 Mar2017 
"T4dr-Natî!e 
^T4er-Oatêjdd/mmm/yyy^__..,.^— 


Installer Responsibilities 


This certificate does not constitute authority to install. 
Installers working in accordance witti the nationai régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Quantity: 
PN; 


Aircraft: 
Description: 
Supplier: 
Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 


White 
2017-02 


Model: AS350/355 


PO# N/A 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mall; lnfo@aerodeslgn.ca 
AMF 73-04 


(/) 
Remarks 
{/) 
Oi 
U 
O 


Aero Design Ltd. 
/ 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax: 604-483-2372 E-mall: lnfo(S)aerodeslgn.ca 


AMF 73-04 
Nomenclature:/^.*93-5^ ApJ. 
No. of pièces: 
Cv 


Manufacturer: 
/-fo/. 
Part No.: 7S(> 3 3 - <? I - Ç à. 
Serial/Batch No.: IVf\ 
TTSN: 
TSO: 
f\ 
Rem.: f^A 
0) 
Work Order No.: 2- ! 
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RemaininpTasksto be Performed: 
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Date: 
2 
7/Zj?/7 ^ 
Lic.No./SCA /i l) - O ^ 


Form# 20.E.03 
Rev. 1 24 April 2014 


Aero Design Ltd. 
A) 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


(/) 
Remarks 
</) 


U 
O 


Nomenclature: 
LH 
No. of pièces: 
(_ 
: À»rr. 1. 
Manufacturer: A>rr. 
Lh) 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


Part No.: 
Serial/Batch No.: 
TTSN: 
f^/A- 
TSO: \\I7h 
Rem.: n/A 
Q) 
Work Order No.: 
RemainingTasks to be Performed: ^"r<a^W 


Signature:_^]^ A2 
Date:OaO 
Lie. No. / SCA AD^O"^ 


Form# 20.E.03 
Rev. 1 24 April 2014 
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Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
f7 — o X 
1 
/KiTO /îF|" vH 
l'î't j3 -C'I - 
L-clÇl 
i 
u H 
/- 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 
Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 
White 
2017-02 
PO#N/A 


Model: AS350/355 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
n - 0 
.x 
i 
/tPr lH Ar/M 
''Ç-fc jj -C| - 


i 
GiUf 
''Vifb-TY tv ru L 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fomri Tracking No. 


2017-0119 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above virere manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


"~T4a:-~C!L.CAR 571.10 Maintenance Release 
□ Other reguiifiOrrspecified in blockJZ-^^''''^ 


Certifies that unless^therwise'specifîed in biocir+îr-ttiewrk identified in 
block 1 l^nd-desCfiSéd in block 12, has been performedlfTcoropliance with 
Jba-esfiadian Aviation Régulations. 
— 


13b. Signature 
13c. Approved Organization Number 


AMF 73-04 


"T^tr-Sigoat^ 
^ 
~T4crAppxgyed Organizatigo3lurritJSr' 


Name 
^ 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
14 Mar 2017 
~T4ctr-NaiiTe 
^— 
^T4BT-0att_(dd/mmm/yyy^___,_-— 


Installer Responsibilities 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may tje flown. 


■ f|rÉi/4 
—/(tfti 


pi.\yQ 
Jn /^ff^ 2p(7 


Quantity: 
PN; 


Aircraft: 
Description; 
Supplier; 


Color; 
WO#; 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 


White 
2017-02 
PO#N/A 


Model; AS350/355 


A) 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
( 
/HiQ 
Ui 
\lcOS\ 
1 
3-M 


' 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Auttiority/Gountry 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0116 


4. Organization Name and Address 


AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that ttie items identified above were manufactured in 
confomiity to; 
S 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 
An 


~^T4ar-~iri ^AR 571.10 Maintenance Release 


□ Other regùiiîiOn-spacified in 


Certifies that unless^tberwtsS'specrfied in biôaniritiewrk identified in 
block 1 lanitdesCfiSédin block 12, bas been petforniedTrTcofnpliance with 
Jbe-6a7Ta5/ar? Aviation Régulations. 
ISb.Si^ture 
73./)^ 
mr£i. oT 


13c. Approved Organization Number 


AMF 73-04 


~T4tr-Sigi:iati£e 
^— 
~T7tcrApptoyed GrganizatigrLblumtJëT' 


13œ Name 
Jeff Ciarke - AD02 


13e. Date (dd/mmm/yyyy) 
03 Mar2017 


^T4cfr-Naaîe 
^f4er-DaitWd/mmm/yyyy)__,.-----'^ 


Installer Responsibllities 


Ttiis certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other tfian that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


1. Approving Civil Aviation Authority/Country 


I Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0135 


4. Organization Name and Address 
' AERO Design Ltd. - 9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that ttie items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4ar—CL.CAR 571.10 Maintenance Release 
^ 
^ 


□ Other reguiafïOrrspeafied in blockjl2.— 


Certifies that unless^tberwisg'specified in bîociriSr4tie_^rk identified in 
block 11 anjlxlesCriSéd in block 12, has been performedlrTcorspliance with 
Ibs-eaffad/an Aviation Régulations. 
^ 


13b. Signature 
Mou. 


13c. Approved Organization Number 


AMF 73-04 


"~î4tTr-SigDature 
^ ' ~T^tCT-Approwd OrganizatigrLNumtJgr^ 


t2®ame 
^ 
Jefî Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 Apr2017 


^T^dr-Natne 
~T4Br-Oatejdd/mmm/yyyy1 
_.— 


installer Responsibllities 


This certificate does not constitute authority to install. 


Installera working in accordance with ttie national régulations of a country other than ttiat specified in block 1 must ensure ttiat ttieir régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Quantity: 
PN; 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 


White 
2017-02 


Model: AS350/355 


PO# N/A 


Aero Design 


Parts Distribution Sheet 
A/C or Part 
Work Order # Potl-Oê^ 
Date {( 
"^n 


Tracking Number 
Quantity 
Description 
Part Number 
Sériai Number 
Qptl-oi 
/ 
( 
fi/hP 77y>e 
^AfèrViAA. /L 


Approved Manufacturing Facility 73-04 
Form 20.F.04 
Rev. Original 1 Mar2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0141 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. StatusyWork 


New 


12. Remarks 


13a. Certifies ttiat the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 
>4^ 


~"î4ar~QCAR 571.10 Maintenance Release 
^ 
^ 


□ Other reguîifîtTn-specified in blockjt2^— 


Certifies that unless^ttjerwisS'specified in biociri^T-thewrk identified in 
block 1 lanjLdesCfiBéd in block 12, has been performedlfTcomplianœ with 
Jtie-eanad/ar? Aviation Régulations. 


13b. Signature 
_ 
13c. Approved Organization Number 


AMF 73-04 


~T4tjr-Stgxia^e 
^^ "~T4crAppioyed OrganizahorLNumtJëT' 


l^éw/ljame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
12 Apr 2017 
~T4dr-NaiT!e 
^ ^"T4er-0ale^d/mmm/yyyy)^,__-— 


installer Responsibilities 


This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may tie flown. 


/ff/2.feuS fWi c^-re^s 


/5 


Quantity; 


PN: 
Aircraft; 
Description; 
Supplier; 


Color; 
WO#; 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, B 
V8A 0G3,604-483-AERO (2376) 


1 
78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 
White 
2017-02 


Model; AS350/355 


PO# N/A 


Aero Design 


Parts Distribution Sheet 
A/C or Part 
Work Order #_2£iL_£2_ 
Date ^3- firPK 9oil 


Tracking Number 
Quantity 
Description 
Part Number 
Sériai Number 


1 
AS3<:b AfTiM 


1 
ÙM Tl^ ^' 
5A\ 


Approved Manufacturing Facility 73-04 
Form 20.F.04 
Rev. Original 1 Mar2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0146 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Maiaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies thatthe items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specifled in block 12. 


~T4a7-~CLCAR 571.10 Waintenance Release 
^ ^ 


□ Other reguiafibrr-specifi^ in blockJ2--- 


Certifies that unless^tljerwisS'specified in biocR-t2rJtie^rk identified in 
block 11an£l.descfi6éd in block 12, bas been performedlfTcornpliance with 
tbs-earîaS/an Aviation Régulations. 


13b. Signature 
M 


13c. Approved Organization Number 


AMF 73-04 


^TTttr-Sigaature 
^— 
~~T4crAppigyed OrganizatioruNanntJër' 


l^^ame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
13Apr 2017 


"T^tch-Naoïe 
^r4Br-DattJdd/mmm/yyyy)_,-— 


Installer Responsibllltles 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other ttian that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircrafl must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


(-fï¥-iZ£>W (^14 c^Ptb/^ - 
3lh 
djjil 


'5T A1^ 
/MAy 


Quantity: 
PN; 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 
White 
2017-02 


Mode!: AS350/355 


PO#N/A 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


( 


1 
a Air 
3/1 SAfrfV tv/Mc 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


i 


1. Approving Civil Aviation Authority/Country 


^ Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.FonTi Tracking No. 


2017-0157 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to; 
E 
Approved design data and are in œndition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4aT-~0__CAR 571.10 Maintenance Release 
^^ 


□ Other reguiiîiOrr-specjfied in blockjl2^—'— 


Certifies that unlessotfifirwise^pecified in biocirt2T-ttig_^rk identified in 
block 1 landdesCfiBéd in block 12, bas been perfoniiedTrrcofnpliance with 
Jb»-eanadian Aviation Régulations. 
13b. Sigoature 
AO 
13c. Approved Organization Number 


AMF 73-04 


^Rttr-Sigaa^e 
^ 
~T4crAppioyed Organizatioaf^lumtJër' 


licJ.^Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
24 Apr2017 


^T^dr-Naitie 
"T^ter-DateWd/mmm/yyyyl 
^------'' 


Installer Responsiblllties 


This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may tje flown. 


Quantity; 
PN: 


Aircraft: 
Description; 
Supplier: 


Celer: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 
78633-01-02 
Eurecepter 


L.H. AFT Beam 
Aere Design 
White 
2017-02 


Model: AS350/355 


PO# M/A 


i 
A) 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO# 
Quantity 
Description 
Part Number 
For WO # 


1 
L.W A Fi 
1îù-}Vû\'ûi 
\iûb[ 
1 
t'ifc 
'AAi SaFcty \^alk 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


'Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0164 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 


El 
Approved design data and are in œndition for safe opération. 


□ 
Non approved design data specified in block 12. 


^r4ar-Q_CAR 571.10 Maintenance Release 
^^ 
n Other regùiiïiOn-specified in blodçJ2— 


Certifies that unless^tberwisg^^ified in bioclrt2rJtiewrk identified in 
block 1 l^nd-destSiBéd in block 12, has been performedlrTcomplianoe with 
Jlaa-Bsnadian Aviation Régulations. 
13b. Signature 
fKJ 
13c. Approved Organization Number 


AMF 73-04 


^T4tjr-Sigr!ature 
^ 
~T4crApp£oyed OrganizatioriJJamtigr' 


Jeff Clarke-AD02 


13e. Date (dd/mmm/yyyy) 
26 Apr 2017 
~l4dr-Natne 
^ 


installer Responsibilities 
This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Quantity: 
PN: 


Aircraft: 
Description; 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 
78633-01-02 
Eurocopter 


L.H. AFT Beam 
Aero Design 


White 
2017-02 


Model: AS350/355 


PO# N/A 


/S) 


Aero Design 


Parts Distribution Sheet 


WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 


.x. 
! 
Asç» 
u\ 
((cn^l 
/ 
rmc 
3A ^AfiTY 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0181 


^ 4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4ar-~CLCAR 571.10 Maintenance Release 
^ ' 
□ Other regùiitiGn-specified in blod<jl2 


Certifies that unless^tberwise'specified in bioclrf2T~tliewrk identified in 
block 11^nd-desCfl6éd in block 12, has been pierformedTfrcornpljanœ with 
toe-Saîiad/ar) Aviation Régulations. 


13b.^ Signature 
13c. Approved Organization Number 


AMF 73-04 


~T4tr-S4gnattKe 
^ 
~T4crAppxoyed OrganizationJvIumbëT' 


1 Scr^ame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 May 2017 
~T4dr-NaiTîe 
^ 
^Pter-Date^d/mmm/yyyy)__— 


installer Responsibilities 
This certificate does not constitute authority to install. 
Installers working in accordance v/ith the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


\JL 


Quantity: 
PN; 


Aircraft: 
Description; 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 


White 
2017-02 


Model: AS350/355 


PO# N/A 


/S) 


Aero Design 


Parts Distribution Sheet 


Description; AS350 LH Beams 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
'^n-ox 
1 
LFI Aft Beam 
78633-01-02 
lUosrj 
1 
Grip Tape 
3M Safety Walk 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 
'^nsport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0360 


- r 
A/Organization Name and Address 
*AERO Design Ltd. -9888A Maiaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-02 


6. Item 


1. 


7. Description 


LH Aft Beam 


8. Part Number 


78633-01-02 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a^~CLCAR 571.10 Maintenance Release 
^ 


□ Other reguiàîiOn-specjfied in 


Certifies that unless^therwise'specified in bîoQftSr-ttiewrork identified in 
block 1 lanîLdesCflHéd in block 12, has been performedTfTtomplianœ with 
tbe-SafTadiar) Aviation Régulations. 
13b. Signature 
AO 
13c. Approved Organization Number 


AMF 73-04 


^Tîftr-Signati^e 
~~T4tr-App£oyed OrganizatigrLNumtJëf^ 


13#me^ 
^ 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
21 Sep 2017 
~T4dT-NaD3e 
^ 
^Wer-DatgWd/"innnVyyyy) 
__—-- 


Installer Responsibllities 
This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 


78633-01-02 
Eurocopter 
L.H. AFT Beam 
Aero Design 
White 
2017-02 


Model: AS350/355 


PO# N/A 


1 ; 


Aero Design 


Parts Distribution Sheet 


Description: AS350 LH Beams 
wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
a 
1 
LH Aft Beam 
78633-01-02 
" 
16051 
1 
Grip Tape 
3M Safety Walk 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 
baskets. Refer to the following drawings, at the current revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1- Forward Beam 


WorkOrder: 9o{~}-o3~ 
Batch Quantitv: ^ 
Complété 
Y 
(initial or SCA #) 
Date Open: o3 
T-OlV 
AA 
Aa 
A/^ 


1. Beam Fabrication - 1x2 tubes-78633-01 / 78634-01 ^ 
^ 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 


b. Cut 1 X 2 X 0.120 material @ 
16.38" long for upper guide (10). 


c. Record material PO on attached material list. 
d. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


e. Remove writing on tubes with acetone. 


f. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
pO ^ psO 
K) 


73-04 
73-04 73-04 73-04 73-04 
2. CNC Machining-78633-017 78634-01 
' ^ 
02- 
Q2. 
09- 
02 
a. Run CNC programs to machine slots and holes in 7863?^2 tubes and 78634-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in^welding sljo^ for w^ng. 
PO 


^3~0d 
^3'Q^ ^3^0^ 73-04 ^3-04 
3. Beam Fabrication-Components-78633-01 
Oj 
, Qj 
^ 
' 
(77 
^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78633-06 


b. Cut 78633-03 guides from 1x1/8 stock. 


c. Cut and turn 78630-04 bushings from 3/8 x 0.065 tube: 


i. Cut stock to length + 0.03-0.06". 


ii. Face one end flat @ 
1000 RPM. 


iii. De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 
d. Cut 78633-04 upper guides from blanks machined in step 2.b. 


e. Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 


f. Cut 82735-03 step tubes from 1.0 x 0.035 tube. 


g. Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel table with a 


hammer. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 


(initial or SCA #) 


h. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 


lade in batches on separate 
4. Beam Fabrication - 
Components - 
78634-01 
Note: Some components are used for many différent beams and ^ 
component work orders. Check stock before making compqpefiîs. 


a. Shear caps from 0.025" sheet: 78634-04. 
b. Cut 78634-03/78634-11/78634-12 pads from><ir/8 stock. 
c. Cut and turn 69830-11 guide tubes fromJ^iTo.OOS tube: 


Cut stock to length + 0.03-C 
Face one end flat @ ipOtfRPM. 
De-burr outside wRfi a file and inside with de-burring tool at 300 RPM. 


Setup stop ami face other end to length @ 
1000 RPM. 
De-burpcfutside with a file and inside with a de-burring tool at 300 RPM. 
d. Cut 69839?0/blocks. 
e. Recot^l^mponent POs / WOs on attached material list arj|^lace on in-progress shelf in 


iding shop 
H) 
Aô 
. 
^3-04 
0^ 


Aô 
^^-04 
05 
5. Beam Welding - 
78633-01 


a. TIG weld 78633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308L rod. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts for straightening. 


78634-12 pad, 1 place, into 
6. Beam Welding - 
78634-01 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, Ij 


78634-02 tube. 


i. Clamp two beams back toJaaClTwith 1/8" spacer in middie to pre-stress beams prior to 
welding. 
^lf\ 


b. Record componerjjt-attd welding rod POs / WOs on attached material list. 


c. Tag in-prpgf=eSsparts and place on in-progress shelf i 
f in/S/yelding shop for st 


7. Beam Straightening - 
78633-01 / 78634-01 


raighteninjg. 


^st bf^ght^ 
iort 
02 
( 
•' ■ * 


o 
Welding on one side of the beam causes the beam to curve. BeamS 
machining slots. 
a. Set beam on blocks as far apart as possible on hydraulic press. 
b. 
Use a 2" block to distribute press loads. 


c. 
Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 
f. 
Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUNTING BEAM FABRICATION-78633-01/78634-01 
M 
^ ^ 
73-04 
^^^^fimtlal or SC/Aj) 
8. CNCMachining-78633-01/78634-01 
^ 
02 
07 
—7^ 
a. Run CNC programs to machine keyways and slots in 78633-02 tubes with guide's^elded in 02 


place, after straightening. 
b. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


c. De-burr keyways and slots. 
d. Tag in-progress parts and place on in-progressshelf in w^çjjpg shoo^r weldine^ 
_ AO 


^3-04 '3-04 
9. Beam Welding-78633-01 
' % 05 
05— 
a. Peg step: TIG weld 82735-06 cap to 82735-(^ube using jig to alignrap to tube. 
b. TIG weld 78633-04 bushings into 78633-02 tube using ER308L rod, four places per tube, both 


sides. 


c. TIG weld 78633-05 stop bracket to 78633-02 tube using ER308L rod, four places per tube, both 


sides. Use jig to align stop brackets for height and position. 


d. TIG weld 78633-06 cap to 78633-02 tube. 
e. TIG weld step tube assembly from a. to back of 78633-02 tube using Jig for alignment. Weld 
around step tube as far as possible, then close out tube by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening. 


f. Record component and welding rod POs / WOs on attached material list. 


g. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 


10. Beam Welding - 
78634-01 
a. TIG weld 69830-11 guide tubes into 78634-02 tubes usingJB^SL rod, two places per down 
tube. Use jig to align guide tube to keyway and hole,jGrînd rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tujje-tjsing ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 786^4<fftube over 3'^'' keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap toJ8^34-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter topjjefway. 


e. Record corrmpnfént and welding rod POs / WOs on attached material list. 
f. Tag in;p«5^ss parts and place on in-progress shelf^i^welding shop for straightening. 


...ing-78633-01/78634-01 
Welding on one side of the beam causes the beam to curve. Beams must be straight^pyior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 


12. Final Inspection - 
78633-01 / 78634-01 
K) 
73-04 
-or- 
73-04 
-01- 
To be completed by a différent person than the previous'steps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 


b. Tag in-progress parts ready for powder coating. 
73-04 
73-04 
13. Powder Coating 
çfi 
(fl 


a. Parts are to be powder coated white in accordance with commercial practices. 


Record powder coating PO. 


Inspect powder coating on receiving. 
Tag in-progress parts ready for final assembly. 


K) 
73-04 


QTl 


b. 


c. 


d. 
AO 
73 
73-04 
j22_ 


^3-0^ 
02 
14. Final Assembly - 
78633-01 
To be completed after powder coating. 


a. Préparé step tube for grip tape by rubbing top surface with scotch-brite. 


b. Adhéré 1" 3M Safety-Walk grip tape to top surface of step tube. 


c. Adhéré P/N placard to back surface of beam. 


d. Ensure AN4 boit can be inserted through bushings. 


e. Green tag complété beam assembly and place into stock. 


-04 
02 


Compl^>|^ 
(initfeCbr S€A_Uj. 
—7^04— 
0\ 


H) 
H) 
73-04 
73-04 
.02 
02 


15. Final Assembly - 
78634-01 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with>/l6 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (l^ngfbasket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-2>^ing into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for fupefî^. 
^li\ 


c. For 940 (extra large) bask^Hnstallation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring jpt^OWER guide with 69830-22 knob and MS21044C3 nut. Check for 


fonction. 
d. If maintenanpe^tep is to be installed: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23,.8^ng into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 
func^ 


e. Aemere P/N placard to back surface of beam. 
Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 
baskets. Refer to the following drawings, at the current revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1- Forward Beam 


WorkOrder: 30^7'g*3" 
Batch Quantitv: ^ 
Compléta 
^ 
(initial or SCA #) 
Date OpemC^ 
"2.0 }~7 
AO 
^0 ^ 
Qj 
^^04 ^3.04 ^3^04 ^^04 
1. Beam Fabrication-1x2 tubes-78633-01/78634-01 
kx 
Qj 
fif 
Oj 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 


b. Cut 1X 2 X 0.120 material @ 
16.38" long for upper guide (10). 


c. Record material PO on attached material list. 
d. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


e. Remove writing on tubes with acetone. 


f. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
^ 
AO 
/y;) 
/V) 
AO 
73.04 
^^-04 ^^'04 
^^04 
2. CNC Machining-78633-01/78634-01 
Qn 
^ 
02 
02 
02 
a. Run CNC programs to machine slots and holes in 78633-02 tubes and 78634-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progresAOielf in we^ng shop^ welding.^ 
^ 


3. Beam Fabrication-Components-78633-01 
Ol 
^^'04 ^ 
0^^ 
Note: Some components are used for many différent beams^d are made in batch'es on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78633-06 


b. Cut 78633-03 guides from 1x1/8 stock. 


c. Cut and turn 78630-04 bushings from 3/8 x 0.065 tube: 


i. Cut stock to length + 0.03-0.06". 


ii. Face one end flat @ 
1000 RPM. 


iii. De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 78633-04 upper guides from blanks machined in step 2.b. 


e. Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 


f. Cut 82735-03 step tubes from 1.0 x 0.035 tube. 


g. Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel table with a 


hammer. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 


(initial orSCA #) 


h. Record component POs / WOs on attached material list and place on in-progress shelf in 


welding shop. 


4. Beam Fabrication - 
Components - 
78634-01 
Note: Some components are used for many différent beamsand are made in batches on separate 
component work orders. Check stock before making cpnrf^nents. 


a. Shear caps from 0.025" sheet: 78634-04. 
b. Cut 78634-03/78634-11/78634-12 pads fpefri 1x1/8 stock . j 
c. Cut and turn 69830-11 guide tubes fpetf!^ x 0.065 tube: ^ 
IA 


i. Cut stock to length-H 0.0^'C(^6". 


ii. Face one end fiât (®>o6o RPM. 


iii. De-burr outsideAAfîth a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop ajTO face other end to length @ 
1000 RPM. 


V. De-butT.0mside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 69830;;P7Dlocks. 


e. Record-Component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
^0 
AO 
AO 
AO 
^3-04 
73-04 
^3-04 
^3-04 
73-04 
5. Beam Welding-78633-01 
^ 
Ofi 
PB 
05 
05 


a. TIG weld 78633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308L rod. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts for straightening. 


6. Beam Welding-78634-01 
a. TIG weld 78634-04 pad, 3 places; 78^3<-ll pad, Lplace; and 78634-12 pad, 1 place, into 
78634-02 tube. 
/\j L 
I 1 
Clamp two beamsj>ar€k to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record compoijerffand welding rod POs / WOs on attached material list. 
c. Tag in-pregfe^parts and place on in-progress sAé^f in welclAi§shop fqg^raighteiAQfe. 
73-04 
^^04 7^. ^3.04 %04 
7. Beam Straightening - 78633-01 / 78634-01 
02 
02 
^ 
02 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUNTING BEAM FABRICATION-78633-01/78634-01 
AO 
AO 
AO 
AO Compl^ 


^3-04 ^3-04 73-04 
8. CNCMachining-78633-01/78634-01 
Q2 
09 
02 
02 
a. Run CNC programs to machine keyways and slots in 78633-02 tubes with guides welded in 


place, after straightening. 
b. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


c. De-burr keyways and slots. 
d. Tag in-progress parts and place on in-progress^^elf in weljj^g shop ^^weldin^^ 


9. Beam Welding-78633-01 
a. Peg step: TIG weld 82735-06 cap to 82735-03 tube usingj^to align^^To tube. 
b. TIG weld 78633-04 bushings into 78633-02 tube using ER308L rod, four places per tube, both 


sides. 


c. TIG weld 78633-05 stop bracket to 78633-02 tube using ER308L rod, four places per tube, both 


sides. Use jig to align stop brackets for height and position. 
d. TIG weld 78633-06 cap to 78633-02 tube. 
e. TIG weld step tube assembly from a. to back of 78633-02 tube using jig for alignment. Weld 
around step tube as far as possible, then close out tube by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening. 


f. Record component and welding rod POs / WOs on attached material list. 
g. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 


10. Beam Welding - 
78634-01 
a. TIG weld 69830-11 guide tubes into 78634-02 tubespsfng ER308L rod, two places per down 
tube. Use Jig to align guide tube to keyway andAtJle. Grind rosette welds flush. 
b. TIG weld 78633-04 bushings into 78634-O^Hïée using ER308L rod, four places per tube, both 
sides. 
/\J/^ 
C. TIG weld 69830-11 block to 78634^02 tube over 3"^ keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634^2 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keywa 
e. Record componentjj^rtfwelding rod POs / WOs on attached material list. 
f. Tag in-progress B^ts and place on in-progress s^f in welding shop for straightening. 
» 
73 04 ^ AO 
AO 
11. Beam Finishing-78633-01/78634-01 
. ^3-Od 
73-04 
^^-04 
^4 
Welding on one side of the beam causes the beam to curve. ^ams mu^e straig^prior to 
powder coating. 
a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 
c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 
fO 
PsO 
(p^alorS^) 
12. Final Inspection-78633-01/78634-01 
73-^ 73-04 
73-04 7^-0^ 73-04 
To be complétée! by a différent person than the prëvîQîsstepiTT 
01 
^ 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coatingp^ 
AO 
^ 


73-04 
73-04 
73-04 
13. Powder Coating 
^ 02 
02 
^ O2 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. yy. 
/ 


14. Final Assembly-78633-01 
02^ 
02 ^ ^ 
^ 
To be completed after powder coating. 


a. Préparé step tube for grip tape by rubbing top surface with scotch-brite. 


b. Adhéré 1" 3M Safety-Walk grip tape to top surface of step tube. 


c. Adhéré P/N placard to back surface of beam. 
d. Ensure AN4 boit can be inserted through bushings. 


e. Green tag complété beam assembly and place into stock. 


15. Final Assembly - 78634-01 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) wiJ;J<5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784jlofig) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-2^ring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for fur^on. A) 
c. For 940 (extra large) basket b^allation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into^kOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


fonction. 
d. If maintenance st^s to be installed: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 springTîrto LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


fonction. 
e. Adhéré PMplacard to back surface of beam. 


f. Green Jtdg complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 


baskets. Refer to the following drawings, at the current revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1- Forward Beam 


Work Order: 
Batch Quantity: 
Complété 


\iMmdi ur 
w) 
"Z^/Z 
y ^ 
^^04 
1. Beam Fabrication - 
1x2 tubes - 
78633-01 / 78634-01 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02 - 24.44" 
fo 


ii. 78634-02 - 24.25" 
^3-0^ 
b. Cut 1 X 2 X 0.120 material @ 
16.38" long for upper gui65'(10). 


c. Record material PO on attached material list. 
d. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


e. Remove writing on tubes with acetone. 


f. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
AO 
AA 
Aô 
Aa 
^3^ ^3-04 
^3.0^ ^^'04 ^3^. 
2. CNC Machining-78633-01/78634-01 
^2p_ ^ ^ ^ 02 


a. Run CNC programs to machine slots and holes in 78633-02 tubes and 78634-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf Jmwelding shop for welding. 
fsD 
M) 
73-04 
3. Beam Fabrication - Components - 78633-01 
73^4 73.04 73-04 
Note: Some components are used for many différent beams and at^Tnade ifiTlbatches ^separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78633-06 


b. Cut 78633-03 guides from 1x1/8 stock. 


c. Cut and turn 78630-04 bushings from 3/8 x 0.065 tube: 
Cut stock to length + 0.03-0.06". 


Face one end flat @ 
1000 RPM. 
De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 78633-04 upper guides from blanks machined in step 2.b. 


e. Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 


f. Cut 82735-03 step tubes from 1.0 x 0.035 tube. 


g. Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel table with a 
hammer. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 


(initial or SCA #) 


h. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 


4. Beam Fabrication-Components-78634-01 
Note: Some components are used for many différent b^ms and are made in batches on separate 
component work orders. Check stock before making^mponents. 


a. Shear caps from 0.025" sheet: 78634-04. 
b. Cut 78634-03/78634-11/78634-12 pad^ifbm 1x1/8 stock/ . 
c. Cut and turn 69830-11 guide tubesfrém % x0.065 tuw: / 
Cut stock to iength-r 0^p3<^06". 


Face one end flat 
RPM. 


iii. De-burr outside^vmh a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop ajTO face other end to length @ 
1000 RPM. 


V. De-burnotJtside with a file and inside with a de-burring tool at 300 RPM. 
d. Cut 69830-p7^ocks. 


e. Record ccfmponent POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
p^O 
^ ^ ^ 
73-04 
73-04 
73-04 
^^'04 
5. Beam Welding-78633-01 
05 
Of> 
05 
05 
^ 


a. TIG weld 78633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308L rod. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts for straightening. 


6. Beam Welding-78634-01 
a. TIG weld 78634-04 pad, 3 places; 78634;;wrpad, _1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams bacjj,t(5'back with 1/8" s'pacer in middie to pre-stress beams prior to 


welding. 


b. Record component aprtf welding rod POs / WOs on attached material list. 
c. Tag in-progress péfts and place on in-progress sh^|^n weldii^^hop f^^traighj^ing. 
73-04 
73-04 73-04 73-Od 
^^~04 
7. Beam Straightening-78633-01/78634-01 
^ 
-02-^ 0^ 
7)0 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUNTING BEAM FABRICATION - 78633-01 / 78634-01 
^ 
Complété 
^ 
.,^D(îîtelor^#J 
8. CNCMachining-78633-01/78634-01 
7-3-04 73-04 73-0^ 
m 73-Q^ 
a. Run CNC programs to machine keyways and slots i6^8633-(6^ubes 
guides welded in ^ 


place, after straightening. 
b. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


c. De-burr keyways and slots. 
d. Tag in-progress parts and place on in-progress sl^j^ in weld|j^ shop for^^lding. 
^ 


9. Beam Welding - 78633-01 
- 
05 
^ 
a. Peg step: TIG weld 82735-06 cap to 82735-03 tube using jig to align caf?S) tube. 


b. TIG weld 78633-04 bushings into 78633-02 tube using ER308L rod, four places per tube, both 


sides. 


c. TIG weld 78633-05 stop bracket to 78633-02 tube using ER308L rod, four places per tube, both 


sides. Use jig to align stop brackets for height and position. 


d. TIG weld 78633-06 cap to 78633-02 tube. 
e. TIG weld step tube assembly from a. to back of 78633-02 tube using jig for alignment. Weld 
around step tube as far as possible, then close out tube by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening. 


f. Record component and welding rod POs / WOs on attached material list. 


g. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 


10. Beam Welding - 
78634-01 
a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. GrmfJ rosette welds flush. 
b. TIG weld 78633-04 bushings into 78634-02 tube usipg'^R308L rod, four places per tube, both 
sides. 
I . 
c. TIG weld 69830-11 block to 78634-02 tub^,-d^r 3'^'' ^\yL/BjAsee drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 
Ensure 
gap'between cap and pad for basket 


fitting to enter top keyway. 
e. Record component and weldipg^rod POs / WOs on attached material list. 
f. Tag in-progress parts andpl^e on in-progress sKejf in weldin|^op forplÊpightentog) ^ 
73^. 
73-04 73^4 
11. Beam Finishing-78633-0y^8634-01 
07 
ffj 
qi 
^ 
Welding on one side er the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
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MOUNTING BEAM FABRICATION-78633-01/78634-01 
^ ^ 
Complété 
(IrMlorSC/^ 
12. Final Inspection-78633-01/78634-01 
7'3-OA 
^3-04 73 
To be completed by a différent person than the pre\0^s steps. 
Q'^ 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. ^ 
/y) 
/y) 
AO 
73-04 
73-04 
73-04 
^3-0. 
13. Powder Coating 
^ 02 
02 
02 
^2 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly..,,r^ 
'3-04 
'3-04 ^'04 '3-04 ^3-C., 
14. Final Assembly-78633-01 
^ 
^ ^ ^ ^ 
To be completed after powder coating. 


a. Préparé step tube for grip tape by rubbing top surface with scotch-brite. 


b. Adhéré 1" 3M Safety-Walk grip tape to top surface of step tube. 


c. Adhéré P/N placard to back surface of beam. 


d. Ensure AN4 boit can be inserted through bushings. 


e. Green tag complété beam assembly and place into stock. 


15. Final Assembly - 
78634-01 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4^entre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basIœtTnstallation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring ipt<5URPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 
t^\' \ 
c. For 940 (extra large) basket installatic)f(flnstall/#10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWERjgdide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


d. If maintenance step is to b;e4nstalled: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 spring into LÇWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


e. Adhéré P/N placarfd to back surface of beam. 


f. Green tag con^lete beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 
baskets. Refer to the following drawings, at the current revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1- Forward Beam 


Work Order: 
Batch Quantity; ^ 
Complété 


(initial or SCA #) 
Date Open: 
Z-O/y- 
^ 
/y) 
73-04 
73-04 ^3-04 
1. Beam Fabrication-1x2 tubes-78633-01/78634-01 
G7 
CH 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 


b. Cut 1 X 2 X 0.120 material (S) 16.38" long for upper guide (10). 


c. Record material PO on attached material list. 
d. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


e. Remove writing on tubes with acetone. 


f. Tag in-progress parts and place on in-progress shelf in machine shopfor CNCmachining of 
keyways, slots, and bushing holes. 
AO 
^ 
^3-04 
^^04 ^3-0^ ^3^0^ 
'O4 
2. CNCMachining-78633-01/78634-01 
02 
^2 
02 
02 


a. Run CNC programs to machine slots and holes in 78633-02 tubes and 78634-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in j^ding 
for \^ding. ^ ^ 


3. Beam Fabrication - 
Components - 
78633-01 
_ 
Note: Some components are used for many différent beams and are made in batcheson separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78633-06 


b. Cut 78633-03 guides from 1x1/8 stock. 


c. Cut and turn 78630-04 bushings from 3/8 x 0.065 tube: 


Cut stock to length + 0.03-0.06". 


Face one end flat @ 
1000 RPM. 
De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length (5) 1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 
d. Cut 78633-04 upper guides from blanks machined in step 2.b. 


e. Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 


f. Cut 82735-03 step tubes from 1.0 x 0.035 tube. 


g. Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel table with a 


hammer. 


Il 
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JL 


MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 


(initial or SCA #) 
h. Record component POs / WOs on attached material list and place on in-progress 
in 
weldingshop. 
N) 
hÛ 
^ 
PsO 
73-04 
73-Ot ^3-04 
73-04 
4. Beam Fabrication - Components - 78634-01 
07 
07 
Ol 


Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making componen^ 


a. Shear caps from 0.025" sheet: 78634-04. 
b. Cut 78634-03/78634-11/78634-12 pads from Ixl/S^ock 


c. Cut and turn 69830-11 guide tubes from % 
tube 


i. Cut stock to length + 0.03-0.06^ 


ii. Face one end fiât @ 
1000 


iii. De-burr outside with^a^e and inside with de-burring tool at 300 RPM. 


iv. Setup stop ancHaCe other end to length @ 
1000 RPM. 


V. De-burr oiitsfae with a file and inside with a de-burring tool at 300 RPM. 
d. Cut 69830-^ 


e. Record cprfiponent POs / WOs on attached material list and place on in-progress shelf in 
weldin|shop. 
hO 
PO 
PO 
AO 
73-04 73-04 73-04 73-04 
73-04 
5. Beam Welding-78633-01 
05 
05 
Ofi 
a. TIG weld 78633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308L rod. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts for straightening. 


6. Beam Welding-78634-01 
a. TIG weld 78634-04 pad, 3 places; 78634-15^p^d, 1 place; and 78634-12 pad, 1 place, into 
78634-02 tube. 
AJ f 


i. Clamp two beams back tj>«b^k with 1/8' spacer in middie to pre-stress beams prior to 


welding. 
b. Record component apd^elding rod POs / WOs on attached material list. 
c. Tag in-progress oafts and place on in-progress shelAiJ) weldinê4^op for s)a;gjghtenii)j^ 
^^-04 ^^04 
^3-04 ^3^o<t 
7. Beam Straightening-78633-01/78634-01 
Oj 
02 
02 
02 
^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 


Page 2 of 4 
16 December 2013 


MOUNTING BEAM FABRICATION-78633-01/78634-01 
pO 
Complété 


73-04 
73-04 
73-04 
8. CNCMachining-78633-01/78634-01 
^ 
riQ 
73 n 
a. Run CNC programs to machine keyways and slots in 78633-02 tubes with guides w03ed in ^ 


place, after straightening. 


b. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


c. De-burr keyways and slots. 
d. Tag in-progress parts and place on in-progress sly^in weldii^iphop for/^^lding. fO 
PO 
7m4 7^4 73-04 7^4 
9. BeamWelding-78633-01 
^ 
. -05— ^ 06 
^ 
a. Peg step: TIG weld 82735-06 cap to 82735-03 tube using jig to align cap to tube. 


b. TIG weld 78633-04 bushings into 78633-02 tube using ER308L rod, four places per tube, both 


sides. 


c. TIG weld 78633-05 stop bracket to 78633-02 tube using ER308L rod, four places per tube, both 


sides. Use jig to align stop brackets for height and position. 


d. TIG weld 78633-06 cap to 78633-02 tube. 


e. TIG weld step tube assembiy from a. to back of 78633-02 tube using jig for alignment. Weld 
around step tube as far as possible, then close out tube by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening. 


f. Record component and welding rod POs / WOs on attached material list. 


g. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 


10. Beam Welding - 
78634-01 
a. TIG weld 69830-11 guide tubes into 78634-02 tub^i<&ng ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway ajjeHiole. Grind rosette welds flush. 
b. TIG weld 78633-04 bushings into 78634-p2^be using ER308L rod, four places per tube, both 
sides. 
Ajlf\~ 
c. TIG weld 69830-11 block to 786^4^2 tube over 3'^'' keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 7p8M-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyv 


e. Record component arfa welding rod POs / WOs on attached material list. 
f. Tag in-progress oms and place on in-progr,ess shelf|i4>/elding 
for strai^tening. 
f>sO 
73-04 
73-04 ^ 
73-04 
11. Beam Finishing-78633-01/78634-01 
^ 
gj 
'4-"'' 
(77 . 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydMulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure gcnerally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may reriuire straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops an 1 flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 


12. Final Inspection - 
78633-01 / 78634-01 
K) 
73-04 
73-0 h 


AO 
73-04 
~771 
To be completed by a différent person than the previoûâsteps. o\ 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. N} 
AO 
73-04 
^3-04 
13. Powder Coating 
Oj 
02 
a. Parts are to be powder coatcd white in accordance with commercial practices. 


Record powder coating PO. 


Inspect powder coating on receiving. 


Tag in-progress parts ready for final assembly. 


AO 
73-04 
02 


b. 


c. 


d. 
73 
AO . 
Ao 
7 
^3-Qj 
02 


. 
02 
04 
14. Final Assembly - 
78633-01 
To be completed after powder coating. 


a. Préparé step tube for grip tape by rubbing top surface with scotch-brite. 
b. Adhéré 1" 3M Safety-Walk grip tape to top surface of step tube. 


c. Adhéré P/N placard to back surface of beam. 
d. Ensure AN4 boit can be inserted through bushings. 


e. Green tag complote beam assembly and place into stock. 


3. 
02 


Complété 
(ini^ or SCA U) 


"73104 
0^ 
01 


AO 
^3-04 
02 


AO 


73-, 
Ao 


-02 
O4 


A") 
73- ; 
02 


15. Final Assembly - 
78634-01 
To be completed after powder coating. 
a. Clear powder coat from stop |)'n hole(s) with 5/16 (ft4fcentre drill. 
For 776 (short), 764 (médium) or 784 (long) ba^kétinstallation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 6'i:'20-23 spring^ilito U,P^^ guide with 69830-22 knob and 


MS21044C3 nut. Clieck for fonction. 
For 940 (extra large) basket installafîon: lnstall'#ld-3i x 3" countersunk screw, 69830-21 stop, 
and 69830-23 sprina. inio 1 
guide with 69830-22 knob and MS21044C3 nut. Check for 


fonction. 


If maintenance step iyfo be i.isialled: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 spring^|«fo 1 OVv'EH : u-le with 69830-22 knob and MS21044C3 nut. Check for 


fonction. 
Adhéré P/M^placard to back surface of beam. 
Green t^g complété lieam aa: nMyand place into stock. 


b. 


c. 


d. 


e. 


f. 
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Work Order: zoiv-o:x 
OJ 
Date Qpenedxl^ lo 'Z <7/ 


Material Tracking Sheet 
Eurocopter AS350/AS355 Aft Mounting Beam 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POAA/0 


78633-01- C2. 
7^ 
Aft Beam Assembly 
(XX = -01 RH, -02 LH) 


Step 1 
Fabrication 


. 1 
78633-02 
Tube 
1x2x0.065 Tube, 304 Stainless Steel 


. 1 
Ço 
78633-04 
Upper Guide 
1x2x0.12 Tube, 304 Stainless Steel 
l^^'73/z<r'r 4"-1 


Step 2 
Machning 
None 
/ 
(?) 


Step 3 
Fabrication 


. 4 
78633-03 
Guide 
1x0.125 Bar, 304 Stainless Steel 


. 4 
78633-05 
Stop Bracket 
0.75x0.065 Sqr. Tube, 304 Stainless 
"5^ 


. 1 
78633-06 
Cap 
0.025" Sheet, 321 Stainless Steel 


. 4 
78630-04 
Bushing 
0.375 X 0.065 Tube, 304 Stainless Steel 
/5o~f3 


, 1 
82735-03 
Tube 
1.0 X 0.035 Tube, 316 Stainless Steel 
iSoJ'^ 


. 1 
82735-06 
Cap 
0.050 Sheet, 321 Stainless Steel 
( 


Step 5 
Welding 


. A/R 
Welding Rod 
ER308L 


Step 7 
Straightening 
None 


Step 8 
Machning 
None 


Step 9 
Welding 


. A/R 
Welding Rod 
ER308L 
ft02. S 


Step 11 
Finishing 
None 


Step 12 
Final Inspection 
None 


Step 13 
Powder Coating 
[lùio /noa /nû3r 


Détail 
Ci) (s) 
a) 


Work Order. T-C/y-ûT. 


Date Opened?SJ^i^ ^ni'7 


Matériel Tracking Sheet 
Eurocopter AS350/AS355 Aft Mounting Beam 
2of2 


Ass'y Step 
Qty 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 14 
Final Assembly 


. 1 
— 
Grip Tape 
1" 3M Safety Walk 


. 1 
- 
P/N Placard 
TZ tape, 1/2", white on black 


-Tt-^ 
<7^ 


MJCN CAP so eonoM oxz of 
CAP IS ON Bonou EDGE OT TUBE 
AS MSTAUEO CM THE HCUCOPTER 


/rVHCM. S PLACES 


BAS WA»< CtilT<iB iraWAlOI Ht) P*T* W» gwwgfjrf B> «a ggni ilt MS att—t t» iirr hèSfM 
ua «H lil H»Amr* 
cova W0UPUU1S■ wTiiNia.KKtfDRPKwWAciUMnonvc«nnccMDn» KBoocaoiin rrusnMeiwwn 
- 
AtHAWA. M wron itÊta » ma too (ni im wur» hm» bc 
m laug. tt m bimw ai itt iraM*icw mnwo >i 


DESCRIPTION Of CHANGE 
IMTIAl ISSUE - CREATED fROM 7BM2 
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BENO 1LBE M AND 
TRM AS REOUIREO 
CTAW 
MtU S/B (0376) THRU 
DRtL F {a2S7) >rTEP aCLOWC 
PLACES 


B01H SDE& FOUR PLACES 


(01) 78633-01-01 AFT RIGHT BEAM ASSEMBLY 
bî) 78633-01-02 AFT LEFT BEAM ASSEMBLV^ 
SEE NOIE 3 


non BEAM SHOW. LEFT BEAU OPPOSITE 


•0575 REF -V 
|-_ 1.00 —j 


•0245 REF — 


@ BUSHING 
@CAP 
n ^ 


@STOP BRACKET 
@) UPPER GUIDE 


RKHT PART SHOW. LEFT PART OPPOSTIE 
@ GUIDE 


NOTES 


I. REWOVE AU BURRS ANO BREAK SHARP EOGES. 


3. FWISH: AU STtXL PARTS TO B£ THOROUCMLY CCGREASED AND POUOER COATEO «WCfi TO ASSEMBLY, 
ALTERNATS; AU STEEL PARTS TO BE THOftOUGHLY OEGRCASEO. PRIUED ANO PAMTED PRWR TO ASSEMBLY. 
APPLY ORIP TAPE TO TOP SURFACE OF STEP AFTER RNISHINO 


@)tube 
@)CAP 
78633-01-01: 


STOP BRACKET 


AFT LIFT BEAM ASS'Y 
AH RIGHT BEAM ASS'Y " 


3M SAFETY WALK 
304 STAWLESS STEEL 
'316 STAWLESS STEEL 
304 STAINIXS5 STEEL 
304 STAINLESS STEEL 
304 STAWLESS STEEL 
304 STAWLESS STEEL 
304 STAWLESS STEEL 
304 STAWLESS STEEL 


UST OF MATERIALS 


MATERIAL SPEC 


•0375 K OÔWH 
O050 5MEET 
075 X O035 SQR. TUBE 


< 2 X O065 TUBE 


jCFF UARKE 


E. BURCOIN 


01 APR 2010 


UNLCSS OTHERWSC SPEOnEO 
DIMENSIONS ARE M INCHES 


TOLERANCES ON: 
DEOMALS 
ANGLES 
x.m ±0.010 
±1/2* 
Kxx 
±0.03 
XX 
±0.1 


AERO DESIGN LTD.. 


B6aaA MALASPDU ROAD 
POTELL RIVER. BC. CANADA. VBA QGS 
m: M«.4MBa7e 
m ir ■ ■ ■ «mIiii 111 


EUROCOPTER AS350 <b AS355 SERIES 
ATTACHMENT PROVISIONS 
AFT BEAM FABRICATION 
jbK. sa loua ho 
|WV. 
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